York Order ID 57470 | lah T Tn Page 1 


pril 7, 2010 10:25:05 AM 


Cee EE oe LU IU II se sar WU 


Revision ID: 


Item Name: Replacement Skidtube aa 
Start Date: 07/04/2010 Start Qty: 1.00 lm ul! Cust Item ID: 
Required Date: 16/04/2010 Req'd Qty: 1.00 ĠA Customer: 
Reference: — 
| Ron Sere JII] 
Approvals: Process Plan: PA pare 4 l- OF Tooling: Date: 
A Sto 

QC: Date: SPECON = Date: o ` HIP 
Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
| Draw Nbr Revision Nbr | 


D2580 Rev D 


100 l 0.00 

LU i a fe D 
l li li Memo 0.00 MA 63 í ed VO/S/3 U 
je Document Control Photocopy D205-634 bluefile & type labels per PPP D205-634-041 CHG002 


110 . ' l 0.00 

LU UD FE aia 

CNC Bend 1 Memo 0.00 

CNC Delta 100 Bender l-Bend as per program D2580.C on CNC Bender and Folio FT009 ) L ó 7 L ) Ve: í 
2-Cut tubes as per Dwg. D2580 


Ya e 


Ye | 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


W/O: SQW = 
Approval 
DATE | STEP PROCEDURE CHANGE By Qty | Chief Eng / 
Prod Mgr 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Se Corrective Action Section B EES 
Description of NC - Verification 
DATE | STEP ey A Action Description Section C 
Chief Eng S Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMSXQUalitv Assurance\approved QA\NCRWO RevE 


` gege OTT Page 2 
: i ħali 10 bas: 05 AM 
$ 
Vago em ib: T D2os-634.04) Se LU DD U su sar WU 
"We ‘Revision ID: 
` Hem Name: Replacement Skidtube seep II 
' Start Date: 07/04/2010 Start Qty: 1.00 NN i Cust Item ID: 
ki Required Date: 16/04/2010 Req'd Qty: 1.00 tA IIT Customer: 
«Reference: 
I = Run Sare T i ` 
Approvals: - Process Plan: Date: Tooling: Date: 
Qc: Date SPC (Y/N): Date: >o IW 
Sequence ID idi Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. FS 
Work Center ID, Description Run Hours Number Rev. Code Qtv Qtv Number Stamp 
; 0.00 
Wun 
Skidtubes Memo 0.00 


Skidtubes l- Deburr ends 


2- C'sink holes as per dwg without cutting fluid 
3- Prepare tube for welding, remove alodine as required. 


4- Scribe batch number insied aft end of tube. 


QCS- Inspect part completeness to step on W/O 


130 0.00 C 
T RUND elo) D 
QC: Memo 0.00 ra 


Ki 
Qualitv Control 


Dart See Ltd 


WORK ORDER CHANGES 


DATE | STEP PROCEDURE CHANGE 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Approval 
Qty | Chief Eng / 
Prod Mgr 


Ce i Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 
Description of NC oF Approval | Approval 
DATE | STEP Section A Initial Action Description Sign & KE C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


< H:fFORMS\Quality Assurance\approved QAINCRWO RevE 


D A D 


Work Order ID 57470 MANA T | Page 3 


April 7, 2010 10:25:05 AM 


Item ID: Dosen Aep T — sn III 
Revision ID: 


Item Name: Replacement Skidube Sep II] 
Start Date: 07/04/2010 Start Qty: 1.00 (IŻ iiil Cust Item ID: 
Required Date: 16/04/2010 Req'd Qty: 1.00 ANAL Customer: 
Reference: 
Ron Start. TARA MINI 

Approvals: Process Plan: Date: Tooling: Date: , 

Qc: Date: — pennt Date: So DD 
Sequence ID/ Operation ` Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
140 0.00 
LU U 
Skidtubes Memo d 0.00 
Skidtubes S 


l-Weld step D2576 as per Dwg. D2580 and QS1004 ° ` c. 2 ; 7 
A/RODO Aluminum Rod 2113407 AE. /8/04/2 


2-Prep per QSI 005 and weld crossbolt spacers D2579 as per Dwg. D2580, QSI 
004. 


For D2579 spacers, weld one side, pass 3/8" drill, C Sa other side, pass 3/8' E 


A/ROOO Aluminum Rod AL, jo 


3-Grind welds as per Dwg D2580 Grind flush ridge made from bending "Se h 


4-Drill holes for wearplates using DT 8217 & DT8937 Open holes to:19/64", 
adjust stopper not to hit web.Deburr 


oh A3 


70 


5-Counterbore crossbolt spacers to 7/16" ID x 1.0" deep as per Dwg D2580. 
Deburr holes 


6-Drill pilot holes for aft cap using DT 8215Open holes to 0.208". Deburr 


7-Drill pilot holes for Tow ring using DT8091, open to .640"and Deburr 


Dart Aerospace Ltd 


WORK ORDER CHANGES | | 


W/O: - 
Approval 

DATE | STEP PROCEDURE CHANGE By | Date Lon Chief Eng / Approval 

l Prod Mgr nspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


ra Corrective Action Section B eee 
Description of NC — e z Verification | Approval | Approval 
DATE | STEP Section A Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


Ni 
T 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


a 


Work Order ID 57470 
April 7, 2010 10:25:05 AM 


AC AA IU 


Page 4 


Deet, VEH ec LULJU JU s se III 
Revision ID: l 
Item Name: Replacement Skidtube stop Iall 
Start Date: 07/04/2010 Start Qty: 1.00 AM LI Cust Item ID: 
Required Date: 16/04/2010 Req'd Qty: 1.00 ll IIl Ill Customer: 
Reference: 
Run Stare IIIb 

Approvals: Process Plan: Date: Tooling: Date: 

QC: Date: SPC (Y/N): Date: pe ql D l ll ll 
Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. E 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
150 QC10- Inspect visual per QS1004- ground welds 0.0 
IMI OTIN = log! 
QC Memo 0.00 (o od e A 
Quality Control 
160 QCS- Inspect part completeness to step on W/O 0.00 \ 
LU A lou JA A 
QC Memo 0.00 
Qualitv Control 
170 Pressure Wash per QSI005 4.3 0.00 
NW 
HandFinish Memo 0.00 


Hand Finishing 
cap out of solution. 


Re-alodine tube as per QSI 005 section 4.1.2.1 do not acid etch and leave fwd 


DL pad, 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


Approval 
DATE | STEP Crist Eng/ | Approval 
Prod Mar QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 


Description of NC Corrective Action Section B Approval 
DATE | STEP SECH Initial Action Description Sign & 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


Work Order ID 57470 
April 7, 2010 10:25:05 AM 


LU UU U 


Page 5 


ID, Peel SES LU NU NI s se II 
Revision ID: : 
Item Name: Replacement Skidtube Stoo |AIM NTU 
Start Date: 07/04/2010 Start Qty: 1.00 {Ill I] Cust Item ID: 
Required Date: 16/04/2010 Req'd Qty: 1.00 (INA Customer: 
Reference: 
Run Stare TAA 

Approvals: Process Plan: Date: Tooling: Date: 

Qc: Date: SPC (YIN): Date: Soe III 
Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qtv Number Stamp 
180 White Gloss(Ref:4.3.5.1) per QSI005 4.3-Alum 0.00 

WII iż H Je 3 
LUMI Be Oe de aod 
FINISH TIME: SC L 


C3- Inspect Part Finish + 


190 
KUL IU 
QC 


Qualitv Control 


Memo 


0.00 


0.00 


Dart e Ltd 


Approval ) Approval 
9 QC Inspector 


Part No: - PAR #: Fault Category: NCR: Yes No DQA: Date: 
mr | Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B SA 
Description of NC — - — - Verification | Approval | Approvai 
Chief Eng Chief Eng Date 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


K + 


Work Order ID 57470 
April 7, 2010 10:25:05 AM 


LU DUD IU 


Page 6 


NHI] sr sv UI 


aaa 


Run Start QAM 
7 II 


Item ID: D205-634-041 Accept 
Revision ID: 
Item Name: Replacement Skidtube 
Start Date: Start Qty: 1.00 LILU 
Required Date: 16/04/2010 Req'd Qty: 1.00 NI 
Reference: 
Approvals: Date: Tooling: 
Date: SPC (Y/N): 

Sequence ID/ Operation Set Up/ 
Work Center ID Description Run Hours 
200 i 0.00 $ 
KULU TE di 

HandFinish Memo 0.00 
Hand Finishing i 


l-Install inserts & wearplates & Gaskets as per Dwg. D2580. Use a drop of 


Sikaflex on insert holes before installi arplates, 
A/R 000 Sikaflex-291 DP) [Les eed 


Sikaflex expire date: 


2-Coat D2594-3 O' rings with Petroleum Jelly and install on D2594-1 plugs as 


per Dwg D2580 


3-Inspect for foreign object per QSI 024 


4-Install 2855 Aft Cap as per Dwg D2580 and seal Fwd Step & Aft Cap with 


Sikaflex. Clean excess adhesive 
AIR D Sikaflex-291 d A a kha 
Sikaflex expire date: 


5-Wing Walk as per Dwg D2580 and QSI 005 4.4 


Batch: JA H 35 +f 


Accept Reject Reject Insp. 
Qty Qty Number Stamp 


D 


[yl T l 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


Approval l 
Chief Eng / Approval 


Prod Mar QC Inspector 


Part No: PAR 4: Fault Categorv: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 


— Corrective action - section S - Verification | Approval | Approval 
Initial Action Description Sign & Section C Chief Eng QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMSXQUalitv Assurance\approved QAINCRWO RevE 


we E 


Work Order ID 57470 LLD i Page 7 


April 7, 2010 10:25:05 AM 


ee, EE oan IRIN] sr sears WU 


Revision ID: 


Item Name: Replacement Skidube sep HINDI 
Start Date: 07/04/2010 Start Qty: 1.00 HI (NI Cust Item ID: 
Required Date: 16/04/2010 Req'd Qty: 1.00 ĠW Customer: 
Reference: 
Run Stare BUI 

Approvals: Process Plan: l Date: Tooling: Date: 

Qc: Date: SPC (YIN): Date Soe Il] 
Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
210 i QC5- Inspect part completeness to step on W/O 0.00 
It Hd ES EEN Mal | 
QC Memo 0.00 
Quality Control Inspect Aft Cap, Fwd Step and Wing Walk of work to Current Step Inspect for 


Foreign objects per QSI 024 


0.00 


220 
UT TT Raq JSE 


Packaging Memo 0.00 


Packaging Identifv and pack for shipping as per PPPD205-634-041 
KEEN 
PPP Rev: 
ke" 
230 QC21- Final Inspection - Work Order Release 0.00 
ILLUM | | lolok 
QC : 0.00 


Memo 
Qualitv Control 


Dart Aerospace Ltd 
W/O: 
D 


WORK ORDER CHANGES 


STEP PROCEDURE CHANGE 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Approval 
QC Inspector 


Approval 
Chief Eng / 
Prod Mgr 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


. Se Corrective Action Section B EES 
Description of NC l Verification | Approval 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


Approval 
QC Inspector 


H:\fFORMS\Quality Assurance\approved QAINCRWO RevE 


t'Pickiist Print 


| Page 1 
April 7, 2010 10:25:09 AM . "d 


Work Order ID: 57470 LLI 
Parent Item: 205-634-041 LU DD UU 


Parent Item Name: Replacement Skidtube Start Date: 07/04/2010 Required Date: 16/04/2010 


Comments: IPP Rev:NQ02.08.280FP was QCS in Step 27; Added QC5 to Step 300KJ Start Qty: 1.00 Required Qty: 1.00 
IPP Rev P 10.02.19 per PARO9-043 EC verified by:DD 
IPP Rev.O 06.02.28 Added paperwork EC 
IPP Rev:P 07-07-09 SS Wearplates & Gaskets TLM 


D2580-1 factured No 110 Each 6.0000 1.0000 


NY MITI = Il 


205 Skidtube bent detail 


Warehouse Loc Qtv Loc Code 
Location 
Main Warehouse Us E 739 7 y A 19/4 ( = 
LG 6 
56975 N b 2 
57028 2 z 
57188 1 
57189 l 
D2576-3 Manufactured No 140 Each 122.0000 1.0000 
000108 Se II 
Step (maching detail) l 
Warehouse Loc Qty Loc Code 
Location 
Main Warehouse 
LG 122 4 
46661 74 L BE sofefal 
52215 48 
D2579 Manufactured No 140 Each 133.0000 20.0000 


LILI d 


Crossbolt Spacer 


Warehouse Loc Otv Loc Code 
Location 


Main Warehouse 
LG 133 


57052 133 AD LE sofo gai 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


W/O: l 

Approval 

DATE | STEP PROCEDURE CHANGE Chief Eng / 
Prod Mgr 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: NIC Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


erat Corrective Action Section B one 
Description of NC — d — - Verification | Approval | Approval 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


' Picklist Print Page 2 
— April 7, 2010 10:25:09 AM 

Work Order ID: 57470 LL UI A 

“Parent Item:  D205-634-041 LL ILU LIU IU LILI LILI 


Parent Item Name: Replacement Skidtube 


Start Date: 07/04/2010 Required Date: 16/04/2010 
Comments: IPP Rev:ND02.08.280FP was QC$ in Step 27; Added QCS to Step 300KJ Start Qtv: 1.00 Required Qtv: 1.00 
: IPP Rev P 10.02.19 per PARO9-043 EC verified by:DD 
IPP Rev.O 06.02.28 Added paperwork EC 
IPP Rev:P 07-07-09 SS Wearplates & Gaskets JLM 


D2855 Manufactured No 200 Each 121.0000 1.0000 
ROT | (DI 
Ca 
i Warehouse Loc Qty Loc Code 
Location 
Main Warehouse 
FP6 2 
56613 7 2 
Main Warehouse 
i ST026 119 
| 
: TAK 0-107 
51539 34 ` 
53791 54 
AN3-SA Purchased No 200 Each 1,025.000 2.0000 
(OTT i MINN i 
Bolt 
` Warehouse Loc Qty Loc Code 
Location 
Main Warehouse 
ST350 c 1025 
105057 d 1025 E Af it Hl-AŻ 
i 
April 7, 2010 10:25:09 AM Shop Packet Print 


Page 2 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


W/O: 
Approval 
Prod Mar nspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


GH Corrective Action Section B 
Description of NC - 
DATE | STEP ae A Initial Action Description Sign & 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


” Picklist Print 
April 7, 2010 10:25:09 AM 


Work Order ID: 57470 
D205-634-041 


Parent Item Name: 


Parent Item: 


Replacement Skidtube 


Comments: IPP Rev:NO02.08.28 


IPP RevP 10.02.19 
IPP Rev.O 06.02.28 
IPP Rev:P 07-07-09 


ebe 


INI 
l h] ii H iii 


Start Date: 07/04/2010 
Start Qtv: 1.00 


Required Date: 16/04/2010 
Required Qtv: 1.00 


FP was QC in Step 27; Added QC5 to Step 300KJ 
per PARO9-043 EC verified by:DD 


Added paperwork EC 


SS Wearplates & Gaskets JLM 


AN960JDIOL 


LU U U L 


Washer 


No 4,691.000 2.0000 


LU 


Loc Code 


Warehouse 
Location 


Main Warehouse 


ST348 4691 
ĦA A 4691 <a MA 
ALS7-1032-130 Purchased 200 Each 575.0000 50.0000 
LU UU AA NI DU UDU | OI 
Insert 
‘ Warehouse Loc Oty Loc Code 7 . 
Location 
AL Sy- /OBO 130 Main Warehouse K S SO. fl fot AT 
ST282 575 
113238 575 
AN3C4A chased No 200 Each 1,199.000 50.0000 
LL DIL LILU LU 
BOLT 
Warehouse Loc Qty Loc Code 
Location 
"ge e Zone 
113226 198 
114103 501 
114108 500 
April 7, 2010 10:25:09 AM ki Shop Packet Print 


Page 3 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


PROCEDURE CHANGE 


W/O: 
DATE | STEP 


Part No: PAR #: Fault Category: NCR: Yes No DOA: Date: 


Approval 
Qty | Chief Eng/ Approval 
Prod Mar QC Inspector 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Pt Corrective Action Section B SEA, 
Description of NC — à feet 3 Verification | Approval | Approval 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


7 Picklist Print 
April 7, 2010 10:25:09 AM - 


Work Order ID: 57470 
Parent Item: D205-634-041 


Parent Item Name: 


QCA LU A 
LU A TA O N 


Replacement Skidtube 


Start Date: 07/04/2010 


Required Date: 16/04/2010 


Comments: IPP Rev:N002.08.280FP was QCS5 in Step 27; Added QC5 to Step 300KJ Start Qty: 1.00 Required Qty: 1.00 
IPP Rev P 10.02.19 per PARO9-043 EC verified by:DD 
IPP Rev.O 06.02.28 Added paperwork EC 
IPP Rev:P 07-07-09 SS Wearplates E Gaskets JLM 
AN960C10L i No 200 Each 0.0000 50.0000 
LL UU IL UD OU LL 0-1-2 
washer PASIR CO BB2R. [HEA S0- 
D3566-13 Manufactured No 200 Each 57.0000 1.0000 
ANUIT A U JU ID ILU 
Gasket 
Warehouse Loc Qty Loc Code 
Location 
Main G 
FP 57 h / 
53461 / 57 fol? L 
D3566-5 Manufactured No ' 200 Each 15.0000 1.0000 7 
LILL DJ LIU LILU | | 
Gasket 
Warehouse Loc Oty Loc Code 
Location 
Main Warehouse 
l FP015 13 d 
' 56829 13 eut É AOP 
Main Warehouse 
FP19 2 
55335 2 
April 7, 2010 1 0:25 :09 AM Shop Packet Print 


Page 4 


Dart pa Ltd 


WORK ORDER CHANGES 


DATE | STEP PROCEDURE CHANGE 


Part No: PAR #: Fault Category: NCR: Yes No DOA ` Date: 


Approval | Approval 
Chief Eng / QCI 
Prod Mar nspector 


a E Disposition: QA: N/C Closed: Date: 


Corrective Action Section B 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


' “Picklist Print. 
April 7, 2010 10:25:09 AM 
Work Order ID: 57470 NCA A 
Parent Item: D205-634-041 INI] 


Parent Item Name: Replacement Skidtube Start Date: 07/04/2010 


Required Date: 16/04/2010 
Comments: IPP Rev. ND02.08.280FP was QC$ in Step 27; Added QCS to Step 300KJ Start Qtv: 1.00 Required Qtv: 1.00 

IPP RevP 10.02.19 per PARO9-043 EC verified bv:DD 

IPP Rev.O 06.02.28 Added paperwork EC 

IPP Rev:P 07-07-09 SS Wearplates & Gaskets JLM 


D3566-1 Manufactured No 200 Each 8.0000 2.0000 
QAO A N OI 
Gasket S a f . - 
Warehouse Loc Qty Loc Code 
Location À 
Main Wareh a 
twa < a hho 4A 
56825 8 
D3564-11 Manufactured No l 200 Each 5.0000 1.0000 
LL L DD U.) | u LU 
Wearshoe ; l 
Warehouse Loc Qtv Loc Code 
Location 
"and o; | fl 10491 
i 56834 5 
D3564-13 Manufactured: No 200 Each 26.0000 1.0000 
LU U DU OI | LILU 
Wearshoe 1 
| Warehouse Loc Qty Loc Code 
Location 


Main Warehouse 
FP 8 
56285 8 

Main Warehouse 


eg S RTT. 


April 7, 2010 1 0:25:09 AM Shop Packet Print 


Dart "rz Ltd 


Approval 
DATE | STEP PROCEDURE CHANGE Chief Eng/ | APProval 
Prod Mar nspector 


PAR #: Fault Category: NCR: Yes No DQA:__ Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Acton. Section B 


Description of NC Verification Approval | Approval 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QAINCRWO RevE 


' Picklist Print 
April 7, 2010 10:25:09 AM 


Page 6 


Work Order ID: 57470 


KULU UI 
ML UU DU U JUM IDU 


Parent Item: D205-634-041 


Parent Item Name: Replacement Skidtube 


Start Date: 07/04/2010 Required Date: 16/04/2010 


Comments: IPP Rev:NO02.08.280FP was QC5 in Step 27; Added QC5 to Step 300K] Start Qty: 1.00 Required Qty: 1.00 
IPP RevP 10.02.19 per PARO9-043 EC verified by:DD E 
IPP Rev.O 06.02.28 Added paperwork EC 
IPP Rev:P 07-07-09 SS Wearplates & Gaskets JLM 
D3564-9 ufactured No 200 Each 3.0000 1.0000 
ILL L T] OI 
Wearshoe 
Warehouse Loc Qty Loc Code 
Location 


Main Warehouse 


FP 57060 3 
$5334 3 
D3564-5 ufactured No 200 Each 
LUM U LLI | 
Wearshoe 
Warehouse Loc Oty 
Location 
OFFSHORE 
FG 2 
34806 2 
Main Warehouse 
FP 15 


eg 5 
5533 10 


E AC jo id-92 


17.0000 1.0000 


Loc Code 


April 7, 2010 10:25:10 AM Shop Packet Print 


Page 6 


Dart Aerospace Ltd 


Approval 
Qtv Chief Eng / Approval 
Prod Mgr nspector 


WORK ORDER CHANGES 


w/o: 
DATE | STEP PROCEDURE CHANGE 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
ei Corrective Action Section B P 
Description of NC — - — - Verification | Approval | Approval 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


' Picklist Print 
April 7, 2010 10:25:10 AM 


Work Order ID: 57470 IMMUT 
Parent item: D20S-634-041 OUT MII do 


Parent Item Name: Replacement Skidtube Start Date: 07/04/2010 


Page 7 


Required Date: 16/04/2010 
Comments: IPP Rev N002.08.280FP was QC$ in Step 27; Added OC to Step 300KJ Start Qtv: 1.00 Required Qtv: 1.00 

IPP RevP 10.02.19 per PARO9-043 EC verified bv:DD 

IPP Rev.O 06.02.28 Added paperwork EC 

IPP Rev:P 07-07-09 SS Wearplates & Gaskets JLM 


D2594-3 Manufactured No 200 Each 252.0000 16.0000 


LU OI 


O-Ring, 205 Skidtube 


Warehouse Loc Otv Loc Code 
Location 


Main Warehouse 


ii San i /6. A ba T 


D2594-1 Manufactured No 200 Each 459.0000 16.0000 


LU A A JI | OI 


Plug, 205 Skidtube i 


Warehouse Loc Qty Loc Code 
Location 


Main Warehouse 
FP 459 


S ee OHOR 


April 7, 2010 10:25:10 AM Shop Packet Print Page 7 


Dart Aerospace Ltd 
WORK ORDER CHANGES 


Approval | approval 
Chief Eng / E t 
Prod Mgr nepector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 


Descri tion of NC 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


e DART AEROSPACE LTD 
B HAWKESBURY, ONTARIO, CANADA oF 
VED i 


DRAWING NO. "REV. D 


K D2580 l SHEET 1 OF 3 
TITLE SCALE 
205 SKIDTUBE ASSEMBLY NTS |. 


CHANGE TO SS WEARPLATES AND 
GASKETS, INCLUDE DEO 9124/9183 


pt 
LL 1 L Deeg TWEARSHOE CS 
LZ 
SS Sei 


D3564-13 WEARSHOE 


po 2 | D35661 GASKET Cd 
TIT D3566-5 
SIE ge) D3566-13 
WE a EE A SHOP COPY 
aa, [| SE 
or -1032- 
or AKS4-1032-130 SE 
AELS i00 UNCONTROLLED COPY 
| 50 | 50 | AN3C4A [BOLT FUBJECT TO AMENDMENT 
2 d 2 | O AN35A BOLT SSCS WITHOUT NOTICE 
| 50 | 50 | Agen ` |WASHER _—_ — | WORK ORDER 
LZ LZ [| AN96OJDIOL WASHER NOS LPLL22 


GENERAL NOTES: DIO- 


1) TOLERANCES ARE PER DART QSI 018 UNLESS OTHERWISE NOTED 

2) ALL DIMENSIONS ARE IN INCHES 

3) INSERT D2596 WEB TO LOCATION SHOWN OFF AFT END OF SKIDTUBE AND BOND 
WEB INTO OUTER TUBE WITH NON-STRUCTURAL SIKAFLEX-241 ADHESIVE PER 
DART QSI 015 BEFORE BENDING. ENSURE HOLES LINE-UP. 

4) BEND AS A SMOOTH RADIUS STARTING WITH A MAXIMUM CENTERLINE RADIUS OF 
60 AND ENDING WITH A MINIMUM RADIUS OF 30. A MAXIMUM REDUCTION OF 0.200 
IN DIAMETER IS ALLOWABLE IN THE BENT PORTION OF THE TUBE. 

5) USE DART DRILL TEMPLATE TD2577-205 TO LOCATE AND DRILL @0.297 HOLES FOR 
WEARSHOE INSERTS. INSTALL ALS7-1032-130 PER SECTION D-D (50 PLACES) AFTER 
FINISH. INSTALL AN3C4A BOLTS AND AN960C10L WASHERS WITH SIKAFLEX-241/- 
291. 

6) WELDING TO BE DONE PER DART QSI 004. 

7) FINISH: 

SEE NOTES ON 

PAGE 2 FOR D2580-041 AND 

PAGE 3 FOR D2580-045 
8) INSERT D2594-1 PLUG C/W D2594-3 O-RING IN HOLES MARKED 'P' (BOTH SIDES OF 
TUBE) AFTER FINISH (16 PLACES). 
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DETAIL A 
SCALE 5:24 


WEB 


DETAIL B 
SCALE 5:24 


GRIND FLUSH (4 PLACES) 02576-3 STEP 
Z5 


GRIND FLUSH 
ZS 


GRIND FLUSH 
Z5 
LOCATION RIDGE 

ON UNDERSIDE 

OF D2576 


DETAIL C 
SCALE 5:24 


SEAL WITH 
SIKAFLEX-241/—291 


90.208 
ORILL PRIOR TO 02855 CAP 
INSTALLATION (2 PLACES) 


AN3-SA BOLT (1) 
AN960JD1OL WASHER (1) 
(2 PLACES) 


SCALE 5:24 $ 


02579 SPACER 
REFER TO DETAL C 

AFTER DRILLING AND BENDING ASSEMBLY 
PERFORM THE FOLLOWING FOR 90.508 HOLES ONLY: 
1. CHAMFER HOLE 0.050 X 45° 
2. INSERT 02579 SPACER (20 PLACES) 
3. WELD INTO PLACE AND GRIND FLUSH 
4. C'BORE D2579 SPACER TO 60,437 X 1.00 DEEP 

1 


02596 WEB (REF) 
ALS7-1032-130 (REF) 
(TYP 50 PLACES) 


| ANSC4A BOLT (1) 
AN960C10L WASHER (1) 
(50 PLACES) 


FINISH: ACID ETCH, ALODINE PER DART QSI 005.4.1 PRIOR TO INSERTING D2596 WEB 


POWDER COAT ASSEMBLY GLOSS WHITE (REF. 4.3.5.1) PER DART QSI 005 4.3 
BLACK ANTI-SKID PAINT AS INDICATED PER DART QS! 005 4.4 í 


i) 


37.50: 
DISTANCE TO AFT END 
OF D2596 


D2580-1 DRILLING DETAIL 


REFER TO DETAIL A 


20.508 (TYP.) 
(40 PLACES) 


7 EQUAL SPACES 
B.188 PITCH 


190.0: 
(02500-1) 


1.0: 
DISTANCE BETWEEN HOLE 


1.0 
DISTANCE BETWEEN HOLE 
ANO TANGENT POINT 


AND TANGENT POINT 


2580-041 ASSEMBLY DETAIL 


WELD AS PER DETAIL B 


BLACK ANTI~SKID TOP OF STEP 
BLACK ANTI-SKID TO 0.5 TO 0.5 ABOVE BOTTOM EDGE 


ABOVE LOCATION RIDGE 


03566-1 as EE SE p—D3566-13 
03564-11 \ X N 
$ 03564-13 
03564-5 svat 


DRAWN BY 
D FH ART HAWKESBURY, SPACE LTD. 
APPROVED ORAWING NO. REV. © 
L D2580 SHEET 2 OF 3 


WITHOUT WRITTEN PERMISSION FROM 
DART AEROSPACE LTO. 
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DETAIL E 
SCALE 5:24 
D2580—1 DRILLING DETAIL 


1,750 1.750 


37.50 
S TO AFTE END REFER TO DETAIL E 


90.508 (TYP.) 
(40 PLACES) 


DETAIL E 

SCALE 5:24 

GRIND FLUSH (4 PLACES) 
EA 


57.313 (REF). 
7 EQUAL SPACES 


02576-3 STEP 8.188 PITCH 


GRIND FLUSH 
7 


GRIND FLUSH 
ZS 


oN UNDERSIDE (02500-1) 


REESI 


(MAKE FROM D2580—1 DRILLING DETAIL) 


DETAIL G 
SCALE 5:24 


90.208 
DRILL PRIOR TO D2855 CAP. 
INSTALLATION (2 PLACES) 


1.0 1.0 
DISTANCE BETWEEN HOLE DISTANCE BETWEEN HOLE 
AND TANGENT POINT AND TANGENT POINT 


AN3-SA BOLT (1) 
AN960JD1OL WASHER (1) 
(2 PLACES) 


SEE NOTE ii) 


02855 CAP 


2580-045 ASSEMBLY DETAIL 


BLACK ANTI-SKID TOP OF STEP 
BLACK ANTI-SKID TO 0.5 TO 0.5 ABOVE BOTTOM EDGE 
ABOVE LOCATION RIDGE 


WELD AS PER DETAIL F 


0.5: 
REFER TO DETAIL G 


NO C'BORE 
NO PLUG 


NO 
f AFTER ORILLING AND BENDING ASSEMBLY 03566—1 3566-5 DSS66-1 D3566-13 
Gy] PERFORM THE FOLLOWING FOR 60.508 HOLES ONLY: ag ae 
T 1. CHAMFER HOLE 0.050 X 45° 


2. INSERT 02579 SPACER (20 PLACES: 
ALS7-1032-130 (REF) 


) 
3. WELD INTO PLACE AND GRIND FLUSH ki 
4. C'BORE D2579 SPACER TO 60.437 X 1.00 DEEP z \ 
(TYP 50 PLACES) f 03564-11 03564-5 ` 03564-13 
03564-9 
A | ANSC4A BOLT (1) 


AN960CTOL WASHER (1) 
PA (50 PLACES) 


i) FINISH: ACID ETCH, ALODINE PER DART QSI 005 4.1 PRIOR TO INSERTING D2596 WEB 
POWDER COAT ENTIRE ASSEMBLY GREEN (REF. 4.3.5.8) PER DART QSi 005 4.3 
BLACK ANTI-SKID PAINT AS INDICATED PER DART QSI 005 4.4 

ii) IT IS ACCEPTABLE TO GRIND A RELIEF IN THE D2855 AFT CAP TO PREVENT INTERFERENCE 

WITH THE SPACER AT THIS LOCATION 


02596 WEB (REF) 


DRAWN BV 
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NO. am l 
AWS D17.1.2001 l 
QUALIFICATION TEST RECORD | 


Name: Poarclesx EIl, 
Job number: SeG aS 

Part number: Dez: 344 CA 
Description: ` ez skid {urbe 
Welding Process: Tig[-}~ Mig[ ] 
Base materiel: č Maminiu m 
Current: AC[-{ DCL ] 


TEST REQUIREMENTS AND RESULTS 


Visual: pass[vÍ fail[ ] 
Penetration: pass[v{ fail[ ] 
UNACCEPTABLE 

Cracks: passivi alt ] 
Undercut: passiv faill-) 
Pin holes: passivf. faill ] 
Overlap (cold lap) i passi falll 1 
Porositv (surface): passiv. faill ] 
Coloration: ` pass faill 1 


The above named individual is qualified in accordance with AWS D17.1.2001 to weld 
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